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Description

[0001] The invention relates to an edge strip, in particular for pieces of furniture, comprising a functional layer for
affixing the edge strip to a narrow side of a workpiece, in particular a piece of furniture.

BACKGROUND OF THE INVENTION

[0002] Edge strips are affixed with at least one side to workpieces such as pieces of furniture to provide for optically
appealing edges. Edge strips may also be called edge band or edge veneer. The workpieces to which they are applied
comprise pieces of furniture, boards for making furniture, boards for interior construction, and ceiling panels, and often
contain engineered wood materials such as engineered wood panels for example chipboards or fiberboards. However,
the workpieces may also contain other materials and composite materials.
[0003] Several methods are known for affixing edge strips to workpieces. For example, a hot melt can be applied to
the edge band and/or the workpiece in the process of affixing the edge strip to the workpiece. With this method of fixing,
a visible joint normally results from the hot melt. In practice, this often results in unsightly joints.
[0004] In order to avoid the problem of unsightly hot melt joints, it was suggested to dispense with the hot melt for
affixing the edge strip on a piece of furniture entirely. EP 1163 864 B1 therefore discloses an adhesive-free connection
between an edge strip made from plastic and a piece of furniture, that is, the edge strip is immediately attached to the
piece of furniture without adhesive. For this purpose, the surface of the edge strip is melted by laser radiation, so that
a laser-welded connection of an adhesive-free edge strip to the furniture panel takes place. It should be advantageous
if the edge strip consists of plastic layers of different hardness, a layer of greater hardness of the edge strip being more
than twice as thick as a layer of lower hardness, with only a part of the surface of the edge strip welded to the piece of
furniture. By dispensing with a hot melt adhesive, the hot melt adhesive joints described should be avoided and, at the
same time, hot melt adhesive should be saved. In practice, however, completely dispensing with a hot melt adhesive
leads to unsatisfactory fastening of the edge strip to the furniture panel.
[0005] In order to overcome the problem of unsatisfactory fastening of edge strips to workpieces such as pieces of
furniture, different approaches have been pursued using various adhesive materials.
[0006] EP 1 852 242 A1 describes a thermoplastic edge strip in which the edge strip is coextruded with a hot melt
layer. WO 2009/026977 A1 describes an edge strip comprising a melting layer that contains both polar and unpolar
portions in the molecular structure. However, improvement of the fastening was not shown in these documents.
[0007] DE 20 2014 106 167 U1 describes an edge strip for pieces of furniture, comprising at least one melting layer
and a structural layer connected to the melting layer, both of which at least partially comprise a polymeric material, as
well as at least one functional layer, wherein the functional layer contains both polar and non-polar components in the
molecular structure and is arranged at a distance from the structural layer over the melting layer, at least partially covering
the latter, the material of the functional layer being selected from the group of polymer solutions or polymer dispersions,
in particular the solvent-containing or preferably aqueous polymer solutions of the polymer dispersions.
[0008] DE 20 2013 011 790 U1 describes an edge strip, in particular for furniture panels, comprising a melting layer,
wherein the melting layer comprises a thermoplastic polyolefin.
[0009] Further problems that can occur when fastening an edge strip to a workpiece are that the edge strip moves
when it is pressed against the workpiece, in particular a narrow side of a workpiece. This may make it difficult to precisely
position the edge strip on the workpiece . When the edge strip is pressed against the workpiece, the layer of adhesive
material - hot melt, a melting layer or a hot melt layer - may expand out of the joint and protrude from the joint. In addition,
when removing any protrusions or overlapping material from the edge strip affixed to the workpiece to have a smooth
transition from the edge strip to the workpiece, the adhesive material may draw unsightly strands. Also, the heat produced
during removing protrusions or overlapping material from the edge strip, which is usually done by milling, may result in
the adhesive material to become plastically deformable, which may in turn lead to a misplacement of the edge strip on
the workpiece. Commonly, these problems are associated with each other and lead to unsightly joints or even waste
product. These problems are usually referred to as smearing.
[0010] Therefore, it was an object of the invention to provide an edge strip that can be affixed to a workpiece, in
particular a piece of furniture, without an unsightly joint. Preferably, the edge strip should be well fastened to the workpiece,
in particular the piece of furniture. Advantageously, the edge strip can be affixed to the workpiece, in particular the piece
of furniture, with a reduced amount of smearing.
[0011] Other and further objects, features and advantages of the present invention will become apparent more fully
from the following description.

SUMMARY OF THE INVENTION

[0012] Some or all of the aforementioned objects are achieved with an edge strip, in particular for pieces of furniture,
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comprising at least one functional layer for affixing the edge strip to a narrow side of a workpiece, in particular a piece
of furniture, wherein the functional layer contains an aliphatic thermoplastic polyurethane and an aromatic thermoplastic
polyurethane.
[0013] It was found that an edge strip comprising a functional layer that contains an aliphatic thermoplastic polyurethane
and an aromatic thermoplastic polyurethane can be affixed well to a workpiece, in particular a piece of furniture while
at the same time, the smearing can be reduced. It was found that using only one type of thermoplastic polyurethane,
the edge strip did not adhere very well to the workpiece, in particular the piece of furniture or the smearing was unac-
ceptable. Thermoplastic polyurethanes are also advantageous in that they adhere well to the materials often used for
pieces of furniture. Moreover, since both polymers contained in the functional layer are thermoplastic polyurethanes,
they are compatible with each other. Thus, a compatibilizer for the two polymers may be omitted.
[0014] The invention further relates to a method for manufacturing an edge strip according to the invention, comprising
forming, in particular extruding, at least one functional layer according to the invention.
[0015] The invention further relates to a method for affixing an edge strip according to the invention to a narrow side
of a workpiece, in particular a piece of furniture, wherein the functional layer is softened using at least one of laser,
microwaves, ultrasound, infrared, and hot air.
[0016] The invention further relates to a method for affixing a strip, in particular a strip made from a material as described
herein for the structural layer, to a narrow side of a workpiece, in particular a piece of furniture, comprising applying an
edge strip according to the invention, wherein the edge strip consists of the at least one functional layer, in particular of
one functional layer, in between the narrow side of the workpiece and the strip.
[0017] The invention further relates to a use of an edge strip according to the invention, wherein the edge strip consists
of the at least one functional layer, in particular of one functional layer, as an adhesive layer, in particular for affixing a
strip, in particular a strip made from a material as described herein for the structural layer, to a narrow side of a workpiece,
in particular a piece of furniture.
[0018] Lastly, the invention relates to the use of a relief pattern, in particular with a surface roughness Rz of 10 to 100
mm, preferably an Rz of 10 to 70 mm, more preferably an Rz of 10 to 40 mm, even more preferably an Rz of 15 to 30
mm, on a surface of a functional layer of an edge strip to reduce blocking of the edge strip, in particular when rolling up
the edge strip.

Fig. 1 shows a differential scanning calorimetry (DSC) analysis of a functional layer that does not contain any nucle-
ating gent.

Fig. 2 shows a differential scanning calorimetry (DSC) analysis of a functional layer comprising 0.4 wt.%, based on
the total mass of the functional layer, of nucleating agent.

Fig. 3 shows a differential scanning calorimetry (DSC) analysis of a functional layer comprising 0.6 wt.%, based on
the total mass of the functional layer, of nucleating agent.

DETAILED DESCRIPTION

[0019] The edge strip according to the invention comprises a functional layer containing an aromatic thermoplastic
polyurethane and an aliphatic thermoplastic polyurethane.
[0020] Polyurethanes are manufactured by reacting a polyisocyanate compound with a polyol compound. For ther-
moplastic polyurethanes, the isocyanate compound and the polyol compound are preferably bifunctional. Various polyiso-
cyanate and polyol compounds exist. The polyisocyanate compounds can contain an aromatic moiety. The polyisocy-
anates can also contain an aliphatic moiety. Similarly, the polyol compound can contain an aromatic moiety. The polyol
compound can also contain an aliphatic moiety. When reacting a polyisocyanate compound and a polyol compound,
wherein either contains an aromatic moiety, the resulting polyurethane contains aromatic moieties. A polyurethane
containing aromatic moieties is referred to as an aromatic polyurethane. A thermoplastic polyurethane containing aromatic
moieties is referred to as an aromatic thermoplastic polyurethane.
[0021] When reacting a polyisocyanate and a polyol compound, wherein both contain an aliphatic moiety and neither
contains an aromatic moiety, the resulting polyurethane contains aliphatic moieties and does not contain aromatic
moieties. A polyurethane that contains aliphatic moieties and does not contain aromatic moieties is referred to as an
aliphatic polyurethane. A thermoplastic polyurethane that contains aliphatic moieties and does not contain aromatic
moieties is referred to as an aliphatic thermoplastic polyurethane.
[0022] Preferred embodiments are specified in the dependent claims and will be explained hereinafter.
[0023] Different polyurethanes can be employed as the aliphatic thermoplastic polyurethane.
[0024] Different polyisocyanates may be used for the manufacture of aliphatic thermoplastic polyurethanes, for example
a polyisocyanate selected from the group consisting of ethylene diisocyanate, 1,4-tetramethylene diisocyanate, 1,6-
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hexamethylene diisocyanate, and mixtures thereof.
[0025] Different polyisocyanates may be used for the manufacture of aromatic thermoplastic polyurethanes, for ex-
ample a polyisocyanate selected from the group consisting of 2,4-toluene diisocyanate, 2,6-toluene diisocyanate, 2,2’-
methylene diphenyl diisocyanate, 2,4’-methylene diphenyl diisocyanate, 4,4’-methylene diphenyl diisocyanate, naphth-
ylene 1,5-diisocyanate, and mixtures thereof. A preferred polyisocyanate for the manufacture of aromatic thermoplastic
polyurethanes is 4,4’-methylene diphenyl diisocyanate.
[0026] Different polyols may be used for aromatic thermoplastic polyurethanes and for aliphatic thermoplastic poly-
urethanes such as polyether polyols or polyester polyols. Exemplary polyols may have a functionality of 2. Exemplary
polyols may further have a weight average molecular weight from 2’000 to 15’000 g/mol. The weight average molecular
weight is preferably determined by gel permeation chromatography using a cross-linked polystyrene column, THF as
the eluent and polystyrene standards. An RI detector may be used as detector.
[0027] For the aliphatic thermoplastic polyurethane, preferably polyester polyols are employed. For the aromatic ther-
moplastic polyurethane, preferably polyether polyols are employed, for example based on butanediol.
[0028] The aliphatic thermoplastic polyurethane may have various melt flow indices. Advantageously, the aliphatic
thermoplastic polyurethane has a melt flow index of 2 to 100 g/10 min, preferably 5 to 30 g/10 min, more preferably 5
to 25 g/10 min, even more preferably 5 to 20 g/10 min, most preferred 10 to 15 g/10 min.
[0029] The melt flow index of the aliphatic thermoplastic polyurethane is determined according to norm ASTM D 1238
- 04b at a temperature of 150°C using a weight of 2.16 kg.
[0030] The aliphatic thermoplastic polyurethane may have a hardness determined according to ASTM D2240 of 70
to 110 Shore A, preferably from 75 to 105 Shore A, more preferably from 80 to 100 Shore A. In particular, hardness may
be determined according to ASTM D2240 - 15e1.
[0031] The aliphatic thermoplastic polyurethane may have a tensile strength determined according to ASTM D412 of
200 to 400 kg/cm2, preferably from 225 to 375 kg/cm2, more preferably from 250 to 350 kg/cm2. In particular, tensile
strength may be determined according to ASTM D412 - 16.
[0032] The aliphatic thermoplastic polyurethane may have an elongation at break determined according to ASTM
D412 of 450 % to 750 %, preferably from 500 % to 700 %, more preferably from 550 % to 650 %. In particular, elongation
at break may be determined according to ASTM D412 - 16.
[0033] Suitable aliphatic thermoplastic polyurethanes may for example be obtained from BASF SE, Kempro Kimyasal
Maddeler, Covestro AG, Lubrizol Corporation, or similar providers of aliphatic thermoplastic polyurethanes.
[0034] The aromatic thermoplastic polyurethane advantageously has a melt flow index of 2 to 100 g/10 min, preferably
40 to 100 g/10 min, more preferably 40 to 90 g/10 min, even more preferably 45 to 85 g/10 min, most preferred 50 to
80 g/10 min.
[0035] The melt flow index of the aromatic thermoplastic polyurethane is determined according to norm ASTM D 1238
- 04b at a temperature of 150°C using a weight of 2.16 kg.
[0036] With aliphatic thermoplastic polyurethanes and aromatic thermoplastic polyurethanes with melt flow indices in
the aforementioned ranges, the strength of the fastening of the edge strip to the workpiece, in particular the piece of
furniture can be adjusted and/or improved. Further, the smearing can be adjusted.
[0037] The aromatic thermoplastic polyurethane may have a hardness determined according to ASTM D2240 of 50
to 90 Shore A, preferably from 55 to 85 Shore A, more preferably from 60 to 80 Shore A. In particular, hardness may
be determined according to ASTM D2240 - 15e1.
[0038] The aromatic thermoplastic polyurethane may have a tensile strength determined according to ASTM D 412
of 30 to 90 kg/cm2, preferably from 40 to 80 kg/cm2, more preferably from 50 to 70 kg/cm2. In particular, tensile strength
may be determined according to ASTM D412 - 16.
[0039] Suitable aromatic thermoplastic polyurethanes may for example be obtained from BASF SE, Kempro Kimyasal
Maddeler, Covestro AG, Lubrizol Corporation, or similar providers of aromatic thermoplastic polyurethanes.
[0040] The aromatic thermoplastic polyurethane may have an elongation at break determined according to ASTM
D412 of 450 % to 750 %, preferably from 500 % to 700 %, more preferably from 550 % to 650 %. In particular, elongation
at break may be determined according to ASTM D412 - 16.
[0041] The functional layer may contain the thermoplastic polyurethanes in various amounts. Advantageously, the
functional layer contains the aliphatic thermoplastic polyurethane in an amount of 10 to 90 wt.%, preferably 50 to 90
wt.%, more preferably 65 to 90 wt.%, even more preferably 70 to 85 wt.%, most preferred 75 to 85 wt.%, based on the
total mass of the functional layer.
[0042] The functional layer advantageously contains the aromatic thermoplastic polyurethane in an amount of 1 to 90
wt.%, preferably 1 to 50 wt.%, more preferably 1 to 20 wt.%, even more preferably 3 to 17 wt.%, most preferred 5 to 15
wt.%, based on the total mass of the functional layer. With these amounts of the thermoplastic polyurethanes, it is
possible to obtain an edge strip that adheres well to a workpiece, in particular a piece of furniture.
[0043] Preferably, the aliphatic and the aromatic thermoplastic polyurethane together constitute more than 50 wt.%,
more preferably more than 70 wt.%, even more preferably more than 80 wt.%, most preferred more than 90 wt.% of the
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total mass of the functional layer.
[0044] The functional layer may also contain further components. In particular, the functional layer may contain a filler.
With the aid of a filler, it is possible to reduce the smearing of the edge strip. Advantageously, the functional layer contains
a filler in an amount of 1 to 30 wt.%, preferably 1 to 20 wt.%, more preferably 2 to 17 wt.%, even more preferably 3 to
15 wt.%, most preferred 5 to 13 wt.%, based on the total mass of the functional layer. With the aforementioned amounts
of fillers, the smearing may be reduced while the edge strip still adheres well to the workpiece, in particular the piece of
furniture.
[0045] Various materials may be employed as fillers. Advantageously, the filler is an inorganic filler, preferably a mineral
or mineral-based filler. More preferably, the filler is selected from the group consisting of talcum, calcium carbonate,
dolomite, silica, mica, kaolin, diatomaceous earth, glass, barite, wollastonite, calcium sulphate, barium sulphate, hal-
loysite, zinc oxide, and mixtures thereof. Most preferably, the filler is talcum. Inorganic fillers and in particular mineral
fillers such as the aforementioned fillers are robust and inert such that they do not degrade themselves or other com-
ponents of the functional layer due to the heat generated during affixing the edge strip to a workpiece, in particular a
piece of furniture.
[0046] Moreover, the functional layer may also contain a nucleating agent. A nucleating agent can help to improve
the crystallization of the functional layer. In particular, a nucleating agent may help to increase the crystallization tem-
perature. In this way, the smearing can be improved as harder layers often tend to exhibit reduced smearing. Further,
the production speed can be increased by incorporating a nucleating agent.
[0047] If the functional layer contains a nucleating agent, the functional layer advantageously contains the nucleating
agent in an amount of 0.05 to 10 wt.%, preferably 0.05 to 5 wt.%, more preferably 0.1 to 3 wt.%, even more preferably
0.1 to 1 wt.%, most preferred 0.5 to 0.9 wt.%, based on the total mass of the functional layer. It was found that when
the nucleating agent is present in these amounts in the functional layer, the smearing can be reduced while the edge
strip still adheres well to a workpiece, in particular a piece of furniture. Further, the edge strip can be manufactured at
good production speeds.
[0048] Various nucleating agents can be used in the present invention. Advantageously, the nucleating agent is selected
from an alkaline metal salt of a carboxylic acid having 10 to 40 carbon atoms, silicic acid, cyanuric acid, sorbitol derivatives
such as bis(benzylidene)sorbitol, 1,3-di(p-hydroxyl) benzylidene sorbitol, 2,4-di (p-hydroxyl) benzylidene sorbitol, phos-
phonium salts, triphenyl phosphine, tributyl phosphine, trimethyl phosphine, dimethyl phenyl phosphine, methyl diphenyl
phosphine, tris(2-ethylhexyl) phosphine, tetrabutyl-phosphonium hexafluorophosphate, tetrabutyl-phosphonium-hydro-
gen sulfate, tetrabutylammonium-phenylphosphonate), pyridinium salts, tritylpyridinium tetrafluoroborate, pyrrolidinium
salts, 1-butyl-1-methylpyrrolidinium bromide, sulfonium salts, triphenylsulfonium tetrafluoroborate, sulfonates, sodium
octyl sulfonate, phosphonates, phosphonic acids, phosphonic esters, phosphonic salts, phosphinic acid, phosphinic
esters, phosphinic salts, phosphonamides, phosphinamides, phosphonates, tetrabutylammonium phenylphosphonate,
and mixtures thereof. The alkaline metal salt of a carboxylic acid having 10 to 40 carbon atoms is preferably a sodium
salt of a carboxylic acid having 10 to 40 carbon atoms. It was found that with the aforementioned nucleating agents, the
crystallization can be improved, thereby reducing the smearing. More preferably, the nucleating agent is an alkaline
metal salt, in particular an alkaline metal salt, of a carboxylic acid having 10 to 40 carbon atoms. It was found that the
alkaline metal salt of a carboxylic acid having 10 to 40 carbon atoms is well compatible with the other components in
the functional layer. It was also found that the alkaline metal salt of a carboxylic acid having 10 to 40 carbon atoms is
effective at improving the crystallization of the functional layer and thereby at reducing the smearing and increasing
production speed. Even better results were obtained when the carboxylic acid in the alkaline metal salt, in particular the
sodium salt, has 15 to 35 carbon atoms, more preferably 20 to 35 carbon atoms, most preferably 25 to 35 carbon atoms.
[0049] The functional layer may also contain various additives. In particular, the functional layer may contain one or
several additives. Advantageously, the functional layer contains an additive selected from the group consisting of anti-
oxidants, UV absorbers, chain extenders, pigments, dyes, antislip agents, antiblock agents, flow modifiers, hindered
amine light stabilizers, and mixtures thereof.
[0050] Antioxidants may for example be obtained from MPI Chemie, BASF SE, Clariant AG, or similar providers of
plastics additives. Antioxidants may help to increase the heat stability of the functional layer.
[0051] UV absorbers may for example be obtained from MPI Chemie, BASF SE, Solvay SA, or similar providers of
UV absorbers. UV absorbers may help to increase the UV stability of the functional layer.
[0052] Chain extenders may for example be obtained from Vertellus Holdings LLC, BASF SE, Qingdao Sciendoc
Chemical Co., Ltd., or similar providers of chain extenders. Chain extenders may help to improve the smearing of the
functional layer.
[0053] Pigments and dyes may for example be obtained from BASF SE, Altana AG, Merck KGaA, Clariant AG, or
similar providers of pigments and dyes. With pigments and dyes, the color of the functional layer may be adjusted. The
pigments and dyes may be in different forms. Preferably, the pigments and dyes are able to dissolve or disperse, more
preferably are dissolved or dispersed, in the aliphatic and/or the aromatic thermoplastic polyurethane.
[0054] Antislip agents may for example be obtained from Kafrit Industries Ltd, A. Schulman Inc., Ampacet Corporation
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or similar providers of antislip agents. Antislip agents may help to increase manufacturing speed.
[0055] Antiblock agents may for example be obtained from Kafrit Industries Ltd, Ampacet Corporation, Croda Inter-
national plc, or similar providers of antiblock agents. Antiblock agents may help to prevent undesired premature sticking
of the functional layer to other surfaces.
[0056] Flow modifiers may for example be obtained from Vertellus Holdings LLC, BASF SE, Flow Polymers LLC, or
similar providers of flow modifiers. Flow modifiers may help to adjust the flowing properties of the functional layer, for
example during processing.
[0057] Hindered amine light stabilizers may for example be obtained from BASF SE, Clariant AG, Azelis SA, or similar
providers of hindered amine light stabilizers. Hindered amine light stabilizers may help to increase the light stability of
the functional layer.
[0058] The functional layer may contain additives in various amounts. Advantageously, the total amount of additives
in the functional layer is from 0.1 to 15 wt.%, preferably from 0.1 to 10 wt.%, based on the total mass of the functional
layer. The additives may be contained individually in the functional layer in an amount of 0.1 to 5 wt.%, preferably 0.1
to 3 wt.%, based on the total mass of the functional layer. Additives other than pigments or dyes may be contained
individually in the functional layer most preferably in an amount of 0.1 to 1 wt.%, based on the total mass of the functional
layer.
[0059] Advantageously, the functional layer contains energy absorbing additives. Energy absorbing additives may
activate the functional layer, thereby facilitating fixing the edge strip to a workpiece, in particular a piece of furniture.
[0060] Depending on the type of energy used in the process of affixing the edge strip to a workpiece, in particular a
piece of furniture, different energy absorbing additives may be used. Examples for energy absorbing additives are heat
absorbing additives, radiation absorbing additives such as microwave absorbing additives, and light absorbing additives.
Preferably the functional layer contains light and/or radiation absorbing additives. More preferably, the functional layer
contains laser absorbing particles. Laser absorbing particles are particularly useful when the edge strip is applied using
laser activation.
[0061] Energy absorbing additives are advantageously contained in the functional layer in an amount of 0.1 to 5 wt.%,
preferably 0.1 to 3 wt.%, more preferably 0.1 to 1 wt.%, based on the total mass of the functional layer.
[0062] The aliphatic thermoplastic polyurethane, the aromatic thermoplastic polyurethane, the filler, the nucleating
agent, the additives, and the energy absorbing additives may each individually be referred to as a component of the
functional layer. Preferably, all components of the functional layer add up to 100 wt.%, based on the weight of the
functional layer.
[0063] The functional layer may also have at least one structured surface. Advantageously, a surface of the functional
layer at least partially has a relief pattern. The relief pattern is preferably on the surface that will be used for affixing the
edge strip to the workpiece, in particular the piece of furniture. The relief pattern advantageously has a surface roughness
Rz of 10 to 100 mm, preferably an Rz of 10 to 70 mm, more preferably an Rz of 10 to 40 mm, even more preferably an
Rz of 15 to 30 mm. It was found that with the aid of a relief pattern, in particular with a relief pattern with a surface
roughness in the aforementioned ranges, blocking of the edge strip can be reduced, in particular when rolling up the
edge strip, more particularly when rolling up the edge strip after its manufacture. In this way, the use of antiblock or
antislip agents can be avoided. Moreover, the edge strip can be rolled up at higher temperatures resulting in increased
production speeds. The surface roughness Rz is preferably measured according to DIN EN ISO 4287, more preferably
according to DIN EN ISO 4287:2010-07.
[0064] The edge strip comprises at least one functional layer. The edge strip may also comprise two or more functional
layers. If the edge strip comprises two or more functional layers, the functional layers may be the same or different. Two
or more functional layers of an edge strip may be arranged differently. For example, two functional layers may be arranged
on top of each other such that only one of the functional layers comes into direct contact with the workpiece. In this way,
the functional layer in direct contact with the workpiece may be optimized for adhesion of the edge strip to the workpiece
while the other functional layer may serve other purposes, for example decorative purposes or as a tie layer between
the functional layer and another layer such as a decorative layer. Two functional layers may also be arranged side by
side. This can be advantageous for example to adapt the edge strip to a workpiece that is inhomogeneous. Three or
more functional layers may be arranged on top of each other, side by side, or combinations thereof. Three functional
layers side by side may be particularly advantageous for lightweight boards or honeycomb boards. If the edge strip
comprises two or more functional layers, the functional layer or layers that will be in direct contact with the workpiece,
in particular the piece of furniture, preferably has a relief pattern as described herein.
[0065] The edge strip may also consist of the at least one functional layer. In this case, the edge strip may consist of
one or more functional layers, such as two, three, or four functional layers, but preferably consists of one functional layer.
[0066] The edge strip may also comprise a structural layer connected to the functional layer. The structural layer may
provide mechanical strength to the edge strip. The structural layer may also provide a decorative effect to the edge strip.
[0067] The structural layer may be directly connected to the functional layer. In this way, the edge strip may be
manufactured by coextrusion. The structural layer may also be indirectly connected to the functional layer. For example,
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an adhesive layer or a tie layer or a primer may be in between the structural layer and the functional layer. As described
above, a tie layer may be formed by an additional functional layer. Preferably, a primer is in between the structural layer
and the functional layer.
[0068] The structural layer may be made from various materials. The structural layer may be made from paper,
cardboard, veneer, continuous pressure laminate, or a thermoplastic material. Continuous pressure laminate edges are
sometimes also referred to as melamine edges and can for example be obtained from EGGER Holzwerkstoffe Brilon
GmbH & Co. KG under the name EGGER Melamine Edging. The structural layer is advantageously made from a
thermoplastic material, in particular a thermoplastic polymer. The thermoplastic material may be a thermoplastic material
made from fossil resources or a thermoplastic material made from biobased substances or a thermoplastic material
made both from fossil resources and biobased substances, such as a thermoplastic copolymer or a composite material.
Preferably, the thermoplastic material can be processed using an extruder. In particular, the thermoplastic material has
a melting point below 400°C. The thermoplastic material is preferably selected from the group consisting of wood plastic
composite, poly(ethylene), poly(ethylene) produced from biobased substances, poly(propylene), poly(propylene) pro-
duced from biobased substances, poly(lactic acid), starch, thermoplastic starch, acrylonitrile-butadiene-styrene copol-
ymer, poly(vinyl chloride), poly(methyl methacrylate), poly(ethylene terephthalate), olefin-based thermoplastic elastomer,
thermoplastic polyurethane, thermoplastic copolyester, styrene block copolymers such as styrene-butadiene-styrene
copolymer, styrene-ethylene-butylene-styrene copolymer, styrene-ethylene-propylene-styrene copolymer, styrene-eth-
ylene-ethylene-propylene-styrene copolymer, poly(methyl methacrylate-co-butadiene-co-styrene), thermoplastic copol-
yamide, and mixtures thereof. The aforementioned materials are commonly used in the manufacture of edge strips and
are, thus, commercially available. Polymers made from biobased resources or substances are for example polymers
made from renewable resources, such as poly(ethylene) made from ethanol derived from sugar canes.
[0069] The functional layer may be connected to the structural layer by means of coextrusion. This mode of connection
is particularly useful for large-scale manufacturing. The functional layer may also be connected to the structural layer
by means of injection molding. This mode of connection is particularly useful for small-scale manufacturing. Connection
of the functional layer to the structural layer by coextrusion or by injection molding is preferred if the functional layer is
directly connected to the structural layer.
[0070] The functional layer may also be applied to the structural layer in an additional step after manufacturing the
structural layer. This provides more flexibility in the manufacturing process. Preferably, the functional layer may be
applied to the structural layer in an additional step after manufacturing the structural layer by post-coating, post-extrusion,
hot-coating, or injection molding. More preferably the functional layer is applied by post-extrusion.
[0071] The functional layer advantageously has a thickness of 0.05 to 5 mm, preferably 0.05 to 2 mm, more preferably
0.05 to 1 mm, most preferred 0.1 to 0.5 mm. The structural layer advantageously has a thickness of 0.1 to 10 mm,
preferably 0.1 to 8 mm, more preferably from 0.3 to 4 mm.
[0072] The edge strip advantageously has a width of 5 to 120 mm, preferably 5 to 80 mm, more preferably 5 to 40
mm, even more preferably 5 to 25 mm, most preferred 18 to 28 mm.
[0073] In the manufacture of the edge strip, it is possible to manufacture several edge strips simultaneously. In this
case, preferably an edge strip with a width of 5 to 800 mm, more preferably 5 to 500 mm, most preferred 8 to 420 mm
is manufactured in a first step that is cut into the aforementioned widths in a subsequent step.
[0074] According to a preferred embodiment, the functional layer contains, based on the total mass of the functional
layer,

the aliphatic thermoplastic polyurethane in an amount of 65 to 90 wt.%, preferably 70 to 85 wt.%, more preferably
75 to 85 wt.%,
the aromatic thermoplastic polyurethane in an amount of 1 to 20 wt.%, preferably 3 to 17 wt.%, more preferably 5
to 15 wt.%,
optionally a filler in an amount of 2 to 17 wt.%, preferably 3 to 15 wt.%, more preferably 5 to 13 wt.%,
a nucleating agent in an amount of 0.1 to 3 wt.%, preferably 0.1 to 1 wt.%, more preferred 0.5 to 0.9 wt.%,
and optionally additives in a total amount of 0.1 to 10 wt.%,
wherein the components add up to 100 wt.%.

[0075] It was found that an edge strip with a functional layer comprising the combination of components in these ranges
adheres well to a workpiece, in particular a piece of furniture, and may be affixed thereto with reduced smearing.
[0076] The edge strip according to the invention can be affixed to different workpieces. Examples for workpieces are
a piece of furniture, a board for making furniture, a board for interior construction, and a ceiling panel.
[0077] Another object of the invention is a method for manufacturing an edge strip according to the invention, comprising
forming at least one functional layer according to the invention. Preferably, the method for manufacturing an edge strip
according to the invention comprises extruding at least one functional layer according to the invention.
[0078] In the method according to the invention, a structural layer as defined herein may be coextruded with the
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functional layer according to the invention. In this way, a direct connection between the functional layer and the structural
layer can be achieved. Alternatively, in the method according to the invention, the functional layer according to the
invention may also be applied to a structural layer according to the invention. The structural layer is preferably prefab-
ricated. Preferably, the functional layer is applied to the structural layer, in particular the prefabricated structural layer,
using a method as defined herein. More preferably, the functional layer is applied to the structural layer in an additional
step after manufacturing the structural layer by post-coating, post-extrusion, hot-coating, or injection molding. Even more
preferably, a primer is applied to the structural layer, in particular the prefabricated structural layer, and the functional
layer is applied to the primer on the structural layer subsequently, in particular by post-extrusion. However, it is also
possible to prefabricate both the structural layer and the functional layer. The prefabricated structural layer and the
prefabricated functional layer can then be connected by laminating. Before laminating, a primer may be applied to the
prefabricated structural layer and/or the prefabricated functional layer.
[0079] In the method according to the invention, a relief pattern may be applied to a surface of the functional layer.
Preferably, the relief pattern is applied by embossing. The relief pattern advantageously has a surface roughness Rz of
10 to 100 mm, preferably an Rz of 10 to 70 mm, more preferably an Rz of 10 to 40 mm, even more preferably an Rz of
15 to 30 mm. The surface roughness Rz is preferably measured according to DIN EN ISO 4287, more preferably according
to DIN EN ISO 4287:2010-07.
[0080] Another object of the invention is a method for affixing an edge strip according to the invention to a narrow side
of a workpiece, in particular a piece of furniture, wherein the functional layer is activated using at least one of laser,
microwaves, ultrasound, infrared, and hot air. Preferably, the functional layer is activated using laser or hot air.
[0081] If a laser is used for softening the functional layer, the laser power may be from 10 to 30 J/cm2, preferably from
15 to 25 J/cm2. The laser power may in particular depend on the color of the functional layer. For functional layers with
a dark color, a lower laser power is required.
[0082] If the functional layer is softened using hot air, the hot air is supplied at a temperature of 300 to 650°C. The hot
air is preferably supplied at a pressure of 2 to 6 bars.
[0083] If a machine is used to affix the edge strip to the workpiece, in particular the piece of furniture, the machine
preferably employs a pressure of 1 to 6 bars, preferably 2 to 6 bars, to press the edge strip to the workpiece. The machine
may in particular work at a line speed of 10 to 20 m/min.
[0084] According to another aspect, the invention relates to a method for affixing a strip, in particular a strip made
from a material as described herein for the structural layer, to a narrow side of a workpiece, in particular a piece of
furniture, comprising applying an edge strip according to the invention, wherein the edge strip consists of the at least
one functional layer, in particular of one functional layer, in between the narrow side of the workpiece and the strip.
[0085] According to a further aspect, the invention relates to a use of an edge strip according to the invention, wherein
the edge strip consists of the at least one functional layer, in particular of one functional layer, as an adhesive layer, in
particular for affixing a strip, in particular a strip made from a material as described herein for the structural layer, to a
narrow side of a workpiece, in particular a piece of furniture.
[0086] According to the two aspects described above, the edge strip consisting of the at least one functional layer is
employed similarly to a double-sided adhesive tape. The edge strip may consist of one or more functional layers, such
as two, three, or four functional layers. Preferably, the edge strip consists of one functional layer. The details concerning
the functional layer described above for the edge strip according to the invention apply to these aspects of the invention
accordingly. The strip affixed to the narrow side of a workpiece according to these aspects corresponds or preferably
consists of the structural layer as described herein. Preferably, the functional layer is activated using at least one of
laser, microwaves, ultrasound, infrared, and hot air, more preferably using laser or hot air.
[0087] Also described herein is the use of a relief pattern, in particular with a surface roughness Rz of 10 to 100 mm,
preferably an Rz of 10 to 70 mm, more preferably an Rz of 10 to 40 mm, even more preferably an Rz of 15 to 30 mm, on
a surface of a functional layer of an edge strip to reduce blocking of the edge strip, in particular when rolling up the edge
strip. More particularly, the relief pattern is used to reduce blocking when rolling up the edge strip after manufacturing
the edge strip. The surface roughness Rz is preferably measured according to DIN EN ISO 4287, more preferably
according to DIN EN ISO 4287:2010-07.

EXAMPLES

Materials:

[0088]
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Methods:

[0089] In order to study the effect of the nucleating agent, three functional layers FL1 to FL3 with a thickness of 0.2
mm were prepared using the following formulations containing TPU1, TPU2, and Nuc in various amounts.

[0090] Samples were taken from the functional layers FL1 to FL3 and investigated by DSC in the range of 25°C to
200°C using a Q20 DSC from TA instruments at a heating rate of 10°C/min. The corresponding DSC curves of FL1 to
FL3 are shown in Figures 1 to 3. Exothermic peaks are up in these Figures. As can be seen from Figure 1, the crystallization
temperature for FL1 (without a nucleating agent) is at 70.33 °C. Upon addition of 0.4 wt.% nucleating agent (FL2), the
crystallization temperature is increased to 71.13 °C. Moreover, upon addition of 0.6 wt.% nucleating agent (FL3), the
crystallization temperature is increased to 73.54 °C. It thus follows that the addition of the nucleating agent leads to
crystallization at higher temperatures which helps to increase the production speed.
[0091] Edge strips comprising a functional layer and a structural layer were manufactured by subsequent application
using post extrusion.
[0092] A single screw extruder with an L/D of 25/1 equipped with a die yielding a 0.2 mm thick and 23 mm wide sheet
was used to apply the functional layer to a 2 mm thick sheet from acrylonitrile-butadiene-styrene copolymer serving as
structural layer (referred to in the Examples as post extrusion). Of course, it is also possible to manufacture other widths,
such as from 8 to 420 mm, which may be cut if necessary.
[0093] Edge strips with a structural layer made from acrylonitrile-butadiene-styrene copolymer and the functional layers
according to Table 2 below were manufactured by post extrusion of the functional layer to the acrylonitrile-butadiene-
styrene copolymer sheet.

TPU1: Aliphatic thermoplastic polyurethane having a hardness according to ASTM D2240 - 15e of about 90 Shore 
A, a density at room temperature according to ASTM D792 - 13 of about 1.2 g/cm3, a tensile strength 
according to ASTM D412 - 16 of about 300 kg/cm2, an elongation at break according to ASTM D412 - 16 
of about 600 %, and a melt flow index according to ASTM D1238 - 04b of 10 to 15 g/10 min at°150°C using 
a weight of 2.16 kg.

TPU2: Aromatic thermoplastic polyurethane having a hardness according to ASTM D2240 - 15e of about 70 Shore 
A, a density at room temperature according to ASTM D792 -13 of about 1.19 g/cm3, a tensile strength 
according to ASTM D412 - 16 of about 60 kg/cm2, an elongation at
break according to ASTM D412 - 16 of about 600 %, and a melt flow index according to ASTM 1238 - 04b 
of 50 to 80 g/10 min at 150°C using a weight of 2.16 kg.

Filler: Talcum
Nuc: Nucleating agent; sodium octacosanoate
LP: laser pigment; copper(II) hydroxide phosphate
Add: additives comprising antioxidants, chain extenders, pigments, UV stabilizers

Table 1: Composition of manufactured functional layers FL1 to FL3

Compound Amount of Compound in functional layer No. [wt.%]

FL1 FL2 FL3

TPU1 86.3 85.9 85.7

TPU2 10.2 10.2 10.2

Nuc 0 0.4 0.6

Adda 2.5 2.5 2.5

LP 1 1 1

Explanations to Table 1: a - only pigment.
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[0094] In the manufacturing process, the edge strips were passed under an embossing roller to emboss a relief pattern
onto the surface of the functional layer. The relief had a surface roughness Rz measured according to DIN EN ISO
4287:2010-07 of 20 to 25 mm. The resulting edge strips were then rolled up for storage. Rolling up of the edge strip was
done after only a short cooling time. No blocking inside the edge strip roll was observed.
[0095] The edge strips 1 to 7 were then fixed to MFC and MDF boards with a thickness of 18 mm by activating the
functional layer with a laser as well as by heating the functional layer with hot air at 450°C and 4 bar. The edge strips
were pneumatically pressed with the activated or heated functional layer to the narrow side of the MFC or MDF board
employing a machine set pressure of 2 bar at a line speed of 18 m/min. The laser activation was done with a laser power
of 25 J/cm2. A Homag PROFI KAL330/9/A3/L (2013) machine was used for fixing the edge strip to the boards by laser
activation. A Homag EDGETEQ S-380 OPTIMAT KDF 650 C (2019) machine was used for fixing the edge strip to the
boards by heating. It should be noted that a machine set pressure of 2 bar is a commonly employed machine set pressure
for boards with thicknesses of 16 to 36 mm.
[0096] Edge strip 8 was fixed to an MFC and an MDF board with a thickness of 18 mm by heating the functional layer
with hot air at 450°C and 4 bar and pneumatically pressing the edge strip with the heated functional layer to the narrow
side of the MFC or MDF board employing a machine set pressure of 2 bar at a line speed of 18 m/min. A Homag
EDGETEQ S-380 OPTIMAT KDF 650 C (2019) machine was used. It should be noted that a machine set pressure of
2 bar is a commonly employed machine set pressure for boards with thicknesses of 16 to 36 mm.
[0097] The average peel strengths as well as other properties for the edge strips 1 to 8 are compiled in Table 3 below.
[0098] For all edge strips mounted to the boards, the edge strip protruded over the narrow side of the boards on both
sides. The protrusions were removed by milling such that the surface of the boards merged with the edge strip without
a step.
[0099] The behavior of the edge strip during affixing was monitored. Movement of the edge strip during affixing is
undesired and is recognized as a part of smearing. Protruding of the functional layer in vertical direction from the joint
is recognized as another part of smearing. Drawing of strands or misplacement of the edge strip during milling of the
part of the edge strip protruding over the narrow side of the boards was recognized as another part of smearing. The
intensity of the smearing is compiled in Table 3 for the edge strips 1 to 8 together with the average peel strength of the
edge strip from the boards and with further properties of the functional layer of the respective edge strips. No significant
difference was found for edge strips 1 to 7 affixed by laser activation or by heating with hot air for the average peel strength.

Table 2: Manufactured edge strips each with a structural layer from acrylonitrile-butadiene-styrene copolymer. 
Amounts of the compounds of the functional layer in wt.%.

Cpd Amount of Compound in Functional Layer of Edge Strip No. [wt.%]

1* 2 3 4 5 6 7 8

TPU1 96.5 91.5 86.5 81.5 85.9 79 78 79

TPU2 0 5 10 15 10 9 9 9

Filler 0 0 0 0 0 7 7 7

Nuc 0 0 0 0 0.6 0.6 0.6 0.6

LP 1 1 1 1 1 1 1 0

Add 2.5a 2.5b 2.5c 2.5d 2.5e 3.4f 4.4g 4.4h

Explanations to Table 2: Cpd - Compound; a - only pigment; b - only pigment; c - only pigment; d - only pigment; e -
only pigment; f - pigment, chain extender, antioxidants; g - pigment, chain extender, antioxidants, UV stabilizer; h -
pigment, chain extender, antioxidants, UV stabilizer; * - comparative example.

Table 3: Properties of the edge strips affixed to the boards and for the functional layers.

Property Edge Strip No.

1g 2g 3g 4g 5g 6g 7g 8

Av. Peel strength MFC [N/mm]a 1.2 3.7 4.5 5.2 4.5 4.8 4.8 4.8

Av. Peel strength MDF [N/mm]a 2.5 6.9 7.5 8.1 7.5 7.9 7.8 7.9

Smearingb 5 4 3 2 3 4-5 4-5 4-5
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[0100] As can be seen from Table 3, addition of the aromatic thermoplastic polyurethane increased the average peel
strength (edge strips 1 to 4). However, at the same time, the smearing became worse upon adding the aromatic ther-
moplastic polyurethane. Smearing could be improved despite the presence of an aromatic thermoplastic polyurethane
upon adding a nucleating agent (edge strip 5) as well as further adding a filler together with a chain extender and
antioxidants (edge strips 6 and 7). Edge strips 6 and 7 additionally showed long term heat stability. Edge strip 8 additionally
showed good UV resistance. As is apparent from edge strips 1 to 7, the functional layer is very versatile since the same
composition can be employed both for application by laser and by hot air.

Claims

1. Edge strip, in particular for pieces of furniture, comprising at least one functional layer for affixing the edge strip to
a narrow side of a workpiece, in particular a piece of furniture, wherein the functional layer contains an aliphatic
thermoplastic polyurethane and an aromatic thermoplastic polyurethane.

2. Edge strip according to claim 1, wherein the aliphatic thermoplastic polyurethane has a melt flow index of 2 to 100
g/10 min, preferably 5 to 30 g/10 min, more preferably 5 to 25 g/10 min, even more preferably 5 to 20 g/10 min,
most preferred 10 to 15 g/10 min, wherein the melt flow index of the aliphatic thermoplastic polyurethane is determined
according to norm ASTM D 1238 - 04b at a temperature of 150°C using a weight of 2.16 kg, and/or wherein the
aromatic thermoplastic polyurethane has a melt flow index of 2 to 100 g/10 min, preferably 40 to 100 g/10 min, more
preferably 40 to 90 g/10 min, even preferably 45 to 85 g/10 min, most preferred 50 to 80 g/10 min, wherein the melt
flow index of the aromatic thermoplastic polyurethane is determined according to norm ASTM D 1238 - 04b at a
temperature of 150°C using a weight of 2.16 kg.

3. Edge strip according to any one of claims 1 or 2, wherein the functional layer contains the aliphatic thermoplastic
polyurethane in an amount of 10 to 90 wt.%, preferably 50 to 90 wt.%, more preferably 65 to 90 wt.%, even more
preferably 70 to 85 wt.%, most preferred 75 to 85 wt.%, based on the total mass of the functional layer, and/or the
aromatic thermoplastic polyurethane in an amount of 1 to 90 wt.%, preferably 1 to 50 wt.%, more preferably 1 to 20
wt.%, even more preferably 3 to 17 wt.%, most preferred 5 to 15 wt.%, based on the total mass of the functional layer.

4. Edge strip according to any one of the preceding claims, wherein the functional layer contains a filler, in particular
in an amount of 1 to 30 wt.%, preferably 1 to 20 wt.%, more preferably 2 to 17 wt.%, even more preferably 3 to 15
wt.%, most preferred 5 to 13 wt.%, based on the total mass of the functional layer.

5. Edge strip according to claim 4, wherein the filler is an inorganic filler, preferably a mineral or mineral-based filler,
more preferably selected from the group consisting of talcum, calcium carbonate, dolomite, silica, mica, kaolin,
diatomaceous earth, glass, barite, wollastonite, calcium sulphate, barium sulphate, halloysite, zinc oxide, and mix-

(continued)

Property Edge Strip No.

1g 2g 3g 4g 5g 6g 7g 8

Hardness [Shore A]c 90 87 85 82 85 86 88 86

MFI (150°C, 2.16kg) [g/10min]d 12 14.4 18 19.8 18 17.3 17.3 17.3

Melting Temperature [°C]e 110 115 105 100 105 105 105 105

Tensile Strength [kg/cm2]f 300 273 264 249 273 265 265 265

Explanations to Table 3: a - Average Peel strength, determined according to norm DIN EN 1464:2010-06; b - visual
assessment of smearing from 1 (worst) to 5 (best) depending on movement of the edge strip on fixing to MDF or
MFC boards, whether the functional layer protruded in vertical direction beyond the joint, and whether the joint drew
strands band upon milling (reported values are for edge strips affixed by heating with hot air); c - Hardness of the
functional layer of the edge strip determined according to norm ISO 868:2003-03; d - Melt flow index of the functional
layer of the edge strip determined according to norm ASTM D 1238 - 04b; e - Melting temperature of the functional
layer of the edge strip determined according to norm ISO 11357-3:2018; f - Tensile strength of the functional layer
of the edge strip determined according to norm ASTM D412-16; g - edge strip affixed to board using laser activation
and heating with hot air.
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tures thereof, most preferred talcum.

6. Edge strip according to any one of the preceding claims, wherein the functional layer contains a nucleating agent,
in particular in an amount of 0.05 to 10 wt.%, preferably 0.05 to 5 wt.%, more preferably 0.1 to 3 wt.%, even more
preferably 0.1 to 1 wt.%, most preferred 0.5 to 0.9 wt.%, based on the total mass of the functional layer.

7. Edge strip according to claim 6, wherein the nucleating agent is selected from an alkaline metal salt of a carboxylic
acid having 10 to 40 carbon atoms, silicic acid, cyanuric acid, sorbitol derivatives such as bis(benzylidene)sorbitol,
1,3-di(p-hydroxyl) benzylidene sorbitol, 2,4-di (p-hydroxyl) benzylidene sorbitol, phosphonium salts, triphenyl phos-
phine, tributyl phosphine, trimethyl phosphine, dimethyl phenyl phosphine, methyl diphenyl phosphine, tris(2-ethyl-
hexyl) phosphine, tetrabutyl-phosphonium hexafluorophosphate, tetrabutyl-phosphonium-hydrogen sulfate,
tetrabutylammonium-phenylphosphonate), pyridinium salts, tritylpyridinium tetrafluoroborate, pyrrolidinium salts, 1-
butyl-1-methylpyrrolidinium bromide, sulfonium salts, triphenylsulfonium tetrafluoroborate, sulfonates, sodium octyl
sulfonate, phosphonates, phosphonic acids, phosphonic esters, phosphonic salts, phosphinic acid, phosphinic es-
ters, phosphinic salts, phosphonamides, phosphinamides, phosphonates, tetrabutylammonium phenylphosphonate,
and mixtures thereof, in particular an alkaline metal salt, more particularly a sodium salt, of a carboxylic acid having
10 to 40 carbon atoms, preferably having 15 to 35 carbon atoms, more preferably having 20 to 35 carbon atoms,
most preferably having 25 to 35 carbon atoms.

8. Edge strip according to any one of the preceding claims, wherein the functional layer contains an additive selected
from the group consisting of antioxidants, UV absorbers, chain extenders, pigments, dyes, antislip agents, antiblock
agents, flow modifiers, hindered amine light stabilizers, and mixtures thereof.

9. Edge strip according to any one of the preceding claims, wherein the functional layer contains energy absorbing
additives, preferably light and/or radiation absorbing additives, more preferably laser absorbing particles.

10. Edge strip according to any one of the preceding claims, wherein a surface of the functional layer at least partially
has a relief pattern, in particular with a surface roughness Rz of 10 to 100 mm, preferably an Rz of 10 to 70 mm,
more preferably an Rz of 10 to 40 mm, even more preferably an Rz of 15 to 30 mm, measured according to DIN EN
ISO 4287:2010-07.

11. Edge strip according to any one of the preceding claims, wherein the edge strip comprises two or more functional
layers.

12. Edge strip according to any one of the preceding claims, wherein the edge strip comprises a structural layer connected
to the functional layer.

13. Edge strip according to claim 12, wherein the structural layer is made from paper, cardboard, veneer, continuous
pressure laminate, or a thermoplastic material, preferably a thermoplastic material, in particular a thermoplastic
polymer, more preferably a thermoplastic material made from fossil resources or a thermoplastic material made
from biobased substances or a thermoplastic material made both from fossil resources and biobased substances,
most preferably a thermoplastic material selected from the group consisting of wood plastic composite, poly(ethyl-
ene), poly(ethylene) produced from biobased substances, poly(propylene), poly(propylene) produced from biobased
substances, poly(lactic acid), starch, thermoplastic starch, acrylonitrile-butadiene-styrene copolymer, poly(vinyl chlo-
ride), poly(methyl methacrylate), poly(ethylene terephthalate), olefin-based thermoplastic elastomer, thermoplastic
polyurethane, thermoplastic copolyester, styrene block copolymers such as styrene-butadiene-styrene copolymer,
styrene-ethylenebutylene-styrene copolymer, styrene-ethylene-propylene-styrene copolymer, styrene-ethylene-
ethylene-propylene-styrene copolymer, poly(methyl methacrylate-co-butadiene-co-styrene), thermoplastic copoly-
amide, and mixtures thereof.

14. Edge strip according to any one of claims 12 or 13, wherein the functional layer is connected to the structural layer
by means of coextrusion or injection molding.

15. Edge strip according to any one of claims 12 or 13, wherein the functional layer is applied to the structural layer in
an additional step after manufacturing the structural layer, in particular by post-coating, post-extrusion, hot-coating,
or injection molding.

16. Method for manufacturing an edge strip according to any one of claims 1 to 15, comprising forming, in particular
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extruding, at least one functional layer as defined in any one of claims 1 to 10.

17. Method according to claim 16, wherein a structural layer as defined in any one of claims 12 or 13 is coextruded with
the functional layer or wherein the functional layer is applied to a structural layer, in particular a prefabricated
structural layer, as defined in any one of claims 12 or 13, preferably using a method as defined in claim 15.

18. Method according to any one of claims 16 or 17, wherein a relief pattern, in particular with a surface roughness Rz
of 10 to 100 mm, preferably an Rz of 10 to 70 mm, more preferably an Rz of 10 to 40 mm, even more preferably an
Rz of 15 to 30 mm, measured according to DIN EN ISO 4287:2010-07, is applied to a surface of the functional layer,
in particular by embossing.

19. Method for affixing an edge strip according to any one of claims 1 to 15 to a narrow side of a workpiece, in particular
a piece of furniture, wherein the functional layer is activated using at least one of laser, microwaves, ultrasound,
infrared, and hot air.

20. Method for affixing a strip, in particular a strip made from a material as described in claim 13, to a narrow side of a
workpiece, in particular a piece of furniture, comprising applying an edge strip according to any one of claims 1 to
11, wherein the edge strip consists of the at least one functional layer, in particular of one functional layer, in between
the narrow side of the workpiece and the strip.

21. Use of an edge strip according to any one of claims 1 to 11, wherein the edge strip consists of the at least one
functional layer, in particular of one functional layer, as an adhesive layer, in particular for affixing a strip, in particular
a strip made from a material as described in claim 13, to a narrow side of a workpiece, in particular a piece of furniture.

Patentansprüche

1. Kantenstreifen, insbesondere für Möbelbauteile, der mindestens eine Funktionsschicht für die Befestigung des
Kantenstreifens auf einer Schmalseite eines Bauteils, insbesondere eines Möbelbauteils, umfasst, wobei die Funk-
tionsschicht ein aliphatisches thermoplastisches Polyurethan und ein aromatisches thermoplastisches Polyurethan
enthält.

2. Kantenstreifen nach Anspruch 1, wobei das aliphatische thermoplastische Polyurethan einen Schmelzindex von 2
bis 100 g/10 min, vorzugsweise 5 bis 30 g/10 min, besonders bevorzugt 5 bis 25 g/10 min, noch mehr bevorzugt 5
bis 20 g/10 min, und am meisten bevorzugt 10 bis 15 g/10 min besitzt, wobei der Schmelzindex des aliphatischen
thermoplastischen Polyurethans gemäß der Norm ASTM D 1238 - 04b bei einer Temperatur von 150 °C unter
Verwendung eines Gewichts von 2,16 kg bestimmt wird, und/oder wobei das aromatische thermoplastische Poly-
urethan einen Schmelzindex von 2 bis 100 g/10 min, vorzugsweise 40 bis 100 g/10 min, besonders bevorzugt 40
bis 90 g/10 min, noch mehr bevorzug 45 bis 85 g/10 min, und am meisten bevorzugt 50 bis 80 g/10 min besitzt,
wobei der Schmelzindex des aromatischen thermoplastischen Polyurethans gemäß der Norm ASTM D 1238 - 04b,
bei einer Temperatur von 150 °C unter Verwendung eines Gewichts von 2,16 kg bestimmt wird.

3. Kantenstreifen nach Anspruch 1 oder 2, wobei die Funktionsschicht das aliphatische thermoplastische Polyurethan
mit einem Anteil von 10 bis 90 Gew.-%, vorzugsweise 50 bis 90 Gew.-%, besonders bevorzugt 65 bis 90 Gew.-%,
noch mehr bevorzugt 70 bis 85 Gew.-%, und am meisten bevorzugt 75 bis 85 Gew.-%, bezogen auf die Gesamtmasse
der Funktionsschicht, und/oder das aromatische thermoplastische Polyurethan mit einem Anteil von 1 bis 90 Gew.-
%, vorzugsweise 1 bis 50 Gew.-%, besonders bevorzugt 1 bis 20 Gew.-%, noch mehr bevorzugt 3 bis 17 Gew.-%,
und am meisten bevorzugt 5 bis 15 Gew.-%, bezogen auf die Gesamtmasse der Funktionsschicht, enthält.

4. Kantenstreifen nach einem der vorhergehenden Ansprüche, wobei die Funktionsschicht einen Füllstoff, insbeson-
dere mit einem Anteil von 1 bis 30 Gew.-%, vorzugsweise 1 bis 20 Gew.-%, besonders bevorzugt 2 bis 17 Gew.-
%, noch mehr bevorzugt 3 bis 15 Gew.-%, und am meisten bevorzugt 5 bis 13 Gew.-%, bezogen auf die Gesamt-
masse der Funktionsschicht, enthält.

5. Kantenstreifen nach Anspruch 4, wobei der Füllstoff ein anorganischer Füllstoff, vorzugsweise ein mineralischer
oder auf einem Mineral basierender Füllstoff, ist und besonders bevorzugt aus der Gruppe ausgewählt ist, die aus
Talkum, Calciumcarbonat, Dolomit, Siliciumdioxid, Glimmer, Kaolin, Diatomeenerde, Glas, Baryt, Wollastonit, Cal-
ciumsulfat, Bariumsulfat, Halloysit, Zinkoxid und Gemischen davon besteht, wovon Talkum am meisten bevorzugt ist.
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6. Kantenstreifenn nach einem der vorhergehenden Ansprüche, wobei die Funktionsschicht ein Nukleierungsmittel,
insbesondere mit einem Anteil von 0,05 bis 10 Gew.-%, vorzugsweise 0,05 bis 5 Gew.-%, besonders bevorzugt 0,1
bis 3 Gew.-%, noch mehr bevorzugt 0,1 bis 1 Gew.-%, und am meisten bevorzugt 0,5 bis 0,9 Gew.-%, bezogen auf
die Gesamtmasse der Funktionsschicht, enthält.

7. Kantenstreifen nach Anspruch 6, wobei das Nukleierungsmittel aus einem Alkalimetallsalz einer Carbonsäure mit
10 bis 40 Kohlenstoffatomen, aus Kieselsäure, Cyanursäure, Sorbitderivaten wie Bis (benzyliden)sorbit, 1,3-Di(p-
hydroxyl)benzylidensorbit, 2,4-Di(p-hydroxyl)benzylidensorbit, Phosphoniumsalzen, Triphenylphosphin, Tributyl-
phosphin, Trimethylphosphin, Dimethylphenylphosphin, Methyldiphenylphosphin, Tris(2-ethylhexyl)phosphin,
Tetrabutylphosphoniumhexafluorphosphat, Tetrabutylphosphoniumhydrogensulfat, Tetrabutylammoniumphenyl-
phosphonat, Pyridiniumsalzen, Tritylpyridiniumtetrafluorborat, Pyrrolidiniumsalzen, 1-Butyl-1-methylpyrrolidinium-
bromid, Sulfoniumsalzen, Triphenylsulfoniumtetrafluorborat, Sulfonaten, Natriumoctylsulfonat, Phosphonaten,
Phosphonsäuren, Phosphonsäureestern, Phosphonsäuresalzen, Phosphinsäure, Phosphinsäureestern, Phosphin-
säuresalzen, Phosphonamiden, Phosphinamiden, Phosphonaten, Tetrabutylammoniumphenylphosphonat und Ge-
mischen davon insbesondere einem Alkalimetallsalz, besonders bevorzugt einem Natriumsalz, einer Carbonsäure
mit 10 bis 40 Kohlenstoffatomen, vorzugsweise mit 15 bis 35 Kohlenstoffatomen, besonders bevorzugt mit 20 bis
35 Kohlenstoffatomen, und am meisten bevorzugt mit 25 bis 35 Kohlenstoffatomen, ausgewählt ist.

8. Kantenstreifen nach einem der vorhergehenden Ansprüche, wobei die Funktionsschicht ein Additiv enthält, das aus
der Gruppe ausgewählt ist, die aus Antioxidantien, UV-Absorbern, Kettenverlängerungsmitteln, Pigmenten, Farb-
stoffen, Gleitschutzmitteln, Antiblockmitteln, Fließmodifikationsmitteln, Lichtstabilisatoren auf der Basis eines ste-
risch gehinderten Amins und Gemischen davon besteht.

9. Kantenstreifen nach einem der vorhergehenden Ansprüche, wobei die Funktionsschicht energieabsorbierende Ad-
ditive, vorzugsweise Licht und/oder Strahlung absorbierende Additive, und besonders bevorzugt Laser absorbie-
rende Partikel enthält.

10. Kantenstreifen nach einem der vorhergehenden Ansprüche, wobei eine Fläche der Funktionsschicht wenigstens
teilweise ein Reliefmuster, insbesondere mit einem Rauheitsprofil Rz von 10 bis 100 mm, vorzugsweise einem Rz
von 10 bis 70 mm, besonders bevorzugt einem Rz von 10 bis 40 mm, und noch mehr bevorzugt einem Rz von 15
bis 30 mm, gemessen nach DIN EN ISO 4287:2010-07, besitzt.

11. Kantenstreifen nach einem der vorhergehenden Ansprüche, wobei der Kantenstreifen zwei oder mehr Funktions-
schichten umfasst.

12. Kantenstreifen nach einem der vorhergehenden Ansprüche, wobei der Kantenstreifen eine mit der Funktionsschicht
verbundene Strukturschicht umfasst.

13. Kantenstreifen nach Anspruch 12, wobei die Strukturschicht aus Papier, Pappe, Furnier, CPL-Laminat oder einem
thermoplastischen Material, vorzugsweise einem thermoplastischen Material, insbesondere einem thermoplasti-
schen Polymer, besonders bevorzugt einem thermoplastischen Material, das aus fossilen Ressourcen erzeugt
worden ist, oder einem thermoplastisches Material, das aus biobasierten Stoffen erzeugt worden ist, oder einem
thermoplastisches Material, das sowohl aus fossilen Ressourcen als auch aus biobasierten Stoffen erzeugt worden
ist, am meisten bevorzugt einem thermoplastischen Material, das aus der Gruppe ausgewählt ist, die aus Holz-
Kunststoff-Verbundmaterial, Polyethylen, aus biobasierten Stoffen erzeugtem Polyethylen, Polypropylen, aus bio-
basierten Stoffen erzeugtem Polypropylen, Polymilchsäure, Stärke, thermoplastischer Stärke, Acrylnitril-Butadien-
Styrol-Copolymer, Polyvinylchlorid, Polymethylmethacrylat, Polyethylenterephthalat, auf Olefin basiertem thermo-
plastischem Elastomer, thermoplastischem Polyurethan, thermoplastischem Copolyester, Styrolblockcopolymeren
wie Styrol-Butadien-Styrol-Copolymer, Styrol-Ethylen-Butylen-Styrol-Copolymer, Styrol-Ethylen-Propylen-Styrol-
Copolymer, Styrol-Ethylen-Ethylen-Propylen-Styrol-Copolymer, Polymethylmethacrylat-Co-Butadien-Co-Styrol,
thermoplastischem Copolyamid und Gemischen davon besteht, hergestellt ist.

14. Kantenstreifen nach Anspruch 12 oder 13, wobei die Funktionsschicht mit der Strukturschicht durch Coextrudieren
oder Spritzgießen verbunden worden ist.

15. Kantenstreifen nach Anspruch 12 oder 13, wobei die Funktionsschicht auf die Strukturschicht in einem zusätzlichen
Schritt nach der Herstellung der Strukturschicht, insbesondere durch Nachbeschichten, Postextrudieren, Hot-Coa-
ting oder Spritzgießen, aufgebracht worden ist.
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16. Verfahren zur Herstellung eines Kantenstreifens nach einem der Ansprüche 1 bis 15, welches die Bildung, insbe-
sondere durch Extrudieren, mindestens einer wie in einem der Ansprüche 1 bis 10 definierten Funktionsschicht
umfasst.

17. Verfahren nach Anspruch 16, wobei eine wie in einem der Ansprüche 12 oder 13 definierte Strukturschicht mit der
Funktionsschicht coextrudiert wird oder wobei die Funktionsschicht auf eine wie in einem der Ansprüche 12 oder
13 definierte Strukturschicht, insbesondere eine vorgefertigte Strukturschicht, vorzugsweise durch die Durchführung
eines wie in Anspruch 15 definierten Vorgangs, aufgebracht wird.

18. Verfahren nach Anspruch 16 oder 17, wobei ein Reliefmuster, insbesondere mit einem Rauheitsprofil Rz von 10
bis 100 mm, vorzugsweise einem Rz von 10 bis 70 mm, besonders bevorzugt einem Rz von 10 bis 40 mm, und noch
mehr bevorzugt einem Rz von 15 bis 30 mm, gemessen nach DIN EN ISO 4287:2010-07, auf einer Fläche der
Funktionsschicht, insbesondere durch Prägen, erzeugt wird.

19. Verfahren zum Befestigen eines Kantenstreifens nach einem der Ansprüche 1 bis 15 auf einer Schmalseite eines
Bauteils, insbesondere eines Möbelbauteils, wobei die Funktionsschicht durch die Anwendung von mindestens
einer/einem von Laser, Mikrowellen, Ultraschall, Infrarot und Heißluft aktiviert wird.

20. Verfahren zum Befestigen eines Streifens, insbesondere eines Streifens, der aus einem wie in Anspruch 13 be-
schriebenen Material hergestellt ist, auf einer Schmalseite eines Bauteils, insbesondere eines Möbelbauteils, wel-
ches das Aufbringen eines Kantenstreifens nach einem der Ansprüche 1 bis 11, wobei der Kantenstreifen aus der
mindestens einen Funktionsschicht, insbesondere einer Funktionsschicht, besteht, zwischen der Schmalseite des
Bauteils und dem Streifen umfasst.

21. Verwendung eines Kantenstreifens nach einem der Ansprüche 1 bis 11, wobei der Kantenstreifen aus der mindestens
einen Funktionsschicht, insbesondere einer Funktionsschicht, als einer Haftschicht, insbesondere für die Befesti-
gung eines Streifens, speziell eines aus einem wie in Anspruch 13 beschriebenen Material hergestellten Streifens,
besteht, auf einer Schmalseite eines Bauteils, insbesondere eines Möbelbauteils.

Revendications

1. Bande de chant, en particulier pour des pièces de mobilier, comprenant au moins une couche fonctionnelle permettant
de fixer la bande de chant à un côté étroit d’une pièce de travail, en particulier une pièce de mobilier, dans laquelle
la couche fonctionnelle contient un polyuréthane thermoplastique aliphatique et un polyuréthane thermoplastique
aromatique.

2. Bande de chant selon la revendication 1, dans laquelle le polyuréthane thermoplastique aliphatique a un indice de
fluidité de 2 à 100 g/10 min, de préférence 5 à 30 g/10 min, plus préférablement 5 à 25 g/10 min, même plus
préférablement 5 à 20 g/10 min, le plus préférablement 10 à 15 g/10 min, dans laquelle l’indice de fluidité du
polyuréthane thermoplastique aliphatique est déterminé selon la norme ASTM D 1238 - 04b à une température de
150 °C à l’aide d’un poids de 2,16 kg, et/ou dans laquelle le polyuréthane thermoplastique aromatique a un indice
de fluidité de 2 à 100 g/10 min, de préférence 40 à 100 g/10 min, plus préférablement 40 à 90 g/10 min, même de
préférence 45 à 85 g/10 min, le plus préférablement 50 à 80 g/10 min, l’indice de fluidité du polyuréthane thermo-
plastique aromatique étant déterminé selon la norme ASTM D 1238 - 04b à une température de 150 °C à l’aide
d’un poids de 2,16 kg.

3. Bande de chant selon l’une quelconque des revendications 1 ou 2, dans laquelle la couche fonctionnelle contient
le polyuréthane thermoplastique aliphatique en une quantité de 10 à 90 % en poids, de préférence 50 à 90 % en
poids, plus préférablement 65 à 90 % en poids, même plus préférablement 70 à 85 % en poids, le plus préférablement
75 à 85 % en poids, en fonction de la masse totale de la couche fonctionnelle, et/ou le polyuréthane thermoplastique
aromatique en une quantité de 1 à 90 % en poids, de préférence 1 à 50 % en poids, plus préférablement 1 à 20 %
en poids, même plus préférablement 3 à 17 % en poids, le plus préférablement 5 à 15 % en poids, en fonction de
la masse totale de la couche fonctionnelle.

4. Bande de chant selon l’une quelconque des revendications précédentes, dans laquelle la couche fonctionnelle
contient une charge, en particulier en une quantité de 1 à 30 % en poids, de préférence 1 à 20 % en poids, plus
préférablement 2 à 17 % en poids, même plus préférablement 3 à 15 % en poids, le plus préférablement 5 à 13 %
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en poids, en fonction de la masse totale de la couche fonctionnelle.

5. Bande de chant selon la revendication 4, dans laquelle la charge est une charge inorganique, de préférence une
charge minérale ou à base de minéraux, choisie plus préférablement dans le groupe constitué par talc, carbonate
de calcium, dolomite, silice, mica, kaolin, terre à diatomées, verre, baryte, wollastonite, sulfate de calcium, sulfate
de baryum, halloysite, oxyde de zinc, et mélanges de ceux-ci, le plus préférablement talc.

6. Bande de chant selon l’une quelconque des revendications précédentes, dans laquelle la couche fonctionnelle
contient un agent nucléant, en particulier en une quantité de 0,05 à 10 % en poids, de préférence 0,05 à 5 % en
poids, plus préférablement 0,1 à 3 % en poids, même plus préférablement 0,1 à 1 % en poids, le plus préférablement
0,5 à 0,9 % en poids, en fonction de la masse totale de la couche fonctionnelle.

7. Bande de chant selon la revendication 6, dans laquelle l’agent nucléant est choisi parmi un sel de métal alcalin d’un
acide carboxylique ayant 10 à 40 atomes de carbone, acide silicique, acide cyanurique, dérivés de sorbitol tels que
bis(benzylidène)sorbitol, 1 ,3-di(p-hydroxyl)benzylidène sorbitol, 2,4-di (p-hydroxyle)benzylidène sorbitol, sels de
phosphonium, triphényl-phosphine, tributyl-phosphine, triméthyl-phosphine, diméthyl-phényl-phosphine, méthyldi-
phényl-phosphine, tris(2-éthylhexyl)-phosphine, hexafluorophosphate de tétrabutyl-phosphonium, hydrogénophos-
phate de tétrabutyl-phosphonium, phénylphosphonate de tétrabutylammonium, sels de pyridinium, tétrafluoroborate
de tritylpyridinium, sels de pyrrolidinium, bromure de 1-butyl-1-méthylpyrrolidinium, sels de sulfonium, tétrafluoro-
borate de triphénylsulfonium, sulfonates, octylsulfonate de sodium, phosphonates, acides phosphoniques, esters
phosphoniques, sels phosphoniques, acide phosphinique, esters phosphiniques, sels phosphiniques, phosphona-
mides, phosphinamides, phosphonates, phénylphosphonate de tétrabutylammonium, et mélanges de ceux-ci, en
particulier un sel de métal alcalin, plus particulièrement un sel de sodium, d’un acide carboxylique ayant 10 à 40
atomes de carbone, ayant de préférence 15 à 35 atomes de carbone, ayant plus préférablement 20 à 35 atomes
de carbone, ayant le plus préférablement 25 à 35 atomes de carbone.

8. Bande de chant selon l’une quelconque des revendications précédentes, dans laquelle la couche fonctionnelle
contient un additif choisi dans le groupe constitué par antioxydants, absorbeurs UV, agents d’allongement de chaîne,
pigments, teintures, agents antidérapants, agents antiadhérents, modificateurs d’écoulement, agents stabilisant à
la lumière à base d’amine encombrée, et mélanges de ceux-ci.

9. Bande de chant selon l’une quelconque des revendications précédentes, dans laquelle la couche fonctionnelle
contient des additifs d’absorption d’énergie, de préférence des additifs d’absorption de lumière et/ou de rayonnement,
plus préférablement des particules d’absorption de laser.

10. Bande de chant selon l’une quelconque des revendications précédentes, dans laquelle une surface de la couche
fonctionnelle a au moins partiellement un motif en relief, en particulier avec une rugosité de surface Rz de 10 à 100
mm, de préférence une Rz de 10 à 70 mm, plus préférablement une Rz de 10 à 40 mm, même plus préférablement
une Rz de 15 à 30 mm, mesurée selon la norme DIN EN ISO 4287:2010-07.

11. Bande de chant selon l’une quelconque des revendications précédentes, dans laquelle la bande de chant comprend
deux couches fonctionnelles ou plus.

12. Bande de chant selon l’une quelconque des revendications précédentes, dans laquelle la bande de chant comprend
une couche structurale reliée à la couche fonctionnelle.

13. Bande de chant selon la revendication 12, dans laquelle la couche structurale est réalisée en papier, carton, placage,
stratifié sous pression continue, ou un matériau thermoplastique, de préférence un matériau thermoplastique, en
particulier un polymère thermoplastique, plus préférablement un matériau thermoplastique réalisé à partir de res-
sources fossiles ou un matériau thermoplastique réalisé à partir de substances biosourcées ou un matériau ther-
moplastique réalisé à la fois à partir de ressources fossiles et de substances biosourcées, le plus préférablement
un matériau thermoplastique choisi dans le groupe constitué par composite bois-plastique, poly(éthylène), poly(éthy-
lène) produit à partir de substances biosourcées, poly(propylène), poly(propylène) produit à partir de substances
biosourcées, poly(acide lactique), amidon, amidon thermoplastique, copolymère d’acrylonitrile-butadiène-styrène,
poly(chlorure de vinyle), poly(méthacrylate de méthyle), poly(éthylène téréphtalate), élastomère thermoplastique à
base d’oléfine, polyuréthane thermoplastique, copolyester thermoplastique, copolymères séquencés de styrène
tels que copolymère de styrène-butadiène-styrène, copolymère de styrène-éthylène-butylène-styrène, copolymère
de styrène-éthylène-propylène-styrène, copolymère de styrène-éthylène-éthylène-propylène-styrène, poly(métha-
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crylate de méthyle-co-butadiène-co-styrène), copolyamide thermoplastique, et mélanges de ceux-ci.

14. Bande de chant selon l’une quelconque des revendications 12 ou 13, dans laquelle la couche fonctionnelle est
reliée à la couche structurale au moyen d’une coextrusion ou d’un moulage par injection.

15. Bande de chant selon l’une quelconque des revendications 12 ou 13, dans laquelle la couche fonctionnelle est
appliquée à la couche structurale dans une étape supplémentaire après fabrication de la couche structurale, en
particulier par post-revêtement, post-extrusion, revêtement à chaud ou moulage par injection.

16. Procédé permettant de fabriquer une bande de chant selon l’une quelconque des revendications 1 à 15, comprenant
la formation, en particulier l’extrusion, d’au moins une couche fonctionnelle telle que définie dans l’une quelconque
des revendications 1 à 10.

17. Procédé selon la revendication 16, dans lequel une couche structurale telle que définie dans l’une quelconque des
revendications 12 ou 13 est coextrudée avec la couche fonctionnelle ou dans lequel la couche fonctionnelle est
appliquée à une couche structurale, en particulier une couche structurale préfabriquée, telle que définie dans l’une
quelconque des revendications 12 ou 13, de préférence à l’aide d’un procédé tel que défini dans la revendication 15.

18. Procédé selon l’une quelconque des revendications 16 ou 17, dans lequel un motif en relief, en particulier avec une
rugosité de surface Rz de 10 à 100 mm, de préférence une Rz de 10 à 70 mm, plus préférablement une Rz de 10
à 40 mm, même plus préférablement une Rz de 15 à 30 mm, mesurée selon la norme DIN EN ISO 4287:2010-07,
est appliqué à une surface de la couche fonctionnelle, en particulier par gaufrage.

19. Procédé permettant de fixer une bande de chant selon l’une quelconque des revendications 1 à 15 à un côté étroit
d’une pièce de travail, en particulier une pièce de mobilier, dans lequel la couche fonctionnelle est activée à l’aide
d’au moins l’un parmi laser, micro-ondes, ultrasons, infrarouge, et air chaud.

20. Procédé permettant de fixer une bande, en particulier une bande réalisée à partir d’un matériau tel que décrit dans
la revendication 13, à un côté étroit d’une pièce de travail, en particulier une pièce de mobilier, comprenant l’appli-
cation d’une bande de chant selon l’une quelconque des revendications 1 à 11, dans lequel la bande de chant est
constituée de l’au moins une couche fonctionnelle, en particulier d’une couche fonctionnelle, entre le côté étroit de
la pièce de travail et la bande.

21. Utilisation d’une bande de chant selon l’une quelconque des revendications 1 à 11, dans laquelle la bande de chant
est constituée de l’au moins une couche fonctionnelle, en particulier d’une couche fonctionnelle, en guise de couche
adhésive, en particulier pour fixer une bande, en particulier une bande réalisée à partir d’un matériau tel que décrit
dans la revendication 13, à un côté étroit d’une pièce de travail, en particulier une pièce de mobilier.
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